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Sorm 21208
(5c2) Temporary
SERVICING INSTRUCTIONS FOR MACHINE 251-22
DESCRIPTION
251-22 I1s a high speed, single Thread guard on hook and bobbin
2dle, lock stitch, compound case hclder on eccentric bearing
2=2d machine, especilially adapted accommecate hezvier threads.
cr stitching "wash and wear' as _ ‘
w2ll as foam-~lazminated, synthetic ) Slncs thﬁ mqst i@portavt facser
z~d rezular licht to medium- in sewing wash and wezr' materizl
nezvy materials. is The maintenance of a constanty,
1izht Thread tension and presssr
fcot pressure, both the neesdle
The compinaticon ¢f neesdl Thread tTension zssembly and the
=i drop fead, independent pressure regulating thumb screw
ai:ustaile, insures positi haye teen provided with a locking
zzouracs feeding of TWe or nuc. Vibration and unintentional
tlles of material, with zal contact can no longsr upset the
Soming out evenly at end © tension anc pressure settings.
Drop feed consists of pendant
lirnke feed with feed 1eveiing hinge
CZaRACTERISTICS - - = cin.
Neadle, Catalog 2270 (1cx227).
Pendant 1ink feed mechanism
Needle bar stroke, 1-13/CL inches enatcles fesd dog to remain in
centinuous, even contact with
Clamp-type needle bar. macerizl for longest possible
pcrtion c¢f feeding cycle.
Tederzl Stitch Type #3C1.
Length of stitch determined by =
) ] push button stitch regulator
Balanced, rotary sewing hook on on top of machine arm. Stitch
ncrizontel axis makes two revolu- length indicetions imprinted on
tions for each stiuch.v'Hook is ] machine pulley are in view of
gear driven and automatically lubri- operator.
ceted. Wiper prevents accumulatilon )
cf lint znd abrasive matter cn hook. Maximur stitch lenzth, with
regular fittings, 10 stitches
rer irnch.
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Presser bar, barrel-type
wish external pressure spring.

Clearance under presser Io00t,
5/1¢ inch.

Automatic lubrication and

drip-proof oll return system.
Certrifugal pump delivers oLl
under pressure from reserveir
(capacity, 1-1/2 pints) tc all
principel bearings.

Spiral gears are flood lubri
cated.

ovigsicn 1s mads tTO auto-
cally lubricate all other
ings in machine. 011 wicks
iozte bpearing surfaces in

end of machine znd recurn
ss o1l to reservoir.

Threzd talke-up lever cil
cuard covers entire path cf
Take-up lever.

SINGER'OIL, "TYZE A" ox
'TYPE C" recommenced.

01 flow window, in direct
visw of operatcr, reveals Clr-
culation of oll inside machine
C... .

Bed dimensions: Lengtn, 15-3/4
inches. Width, 7 inches. Space
2% richt of needle, 11 inches.

Machnine hezd 1s suppcrred DY
2 machine base and oil reservoir
which is designed to fit a stand-
ard cut out in table.

o

*A Trogemark of THE SINGER MANUFACTURING COMPANY

Machine pulley 1471
side diameter of belt
inches for 3/8 inch V- £,

or 5/16 inch
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When machine is 1n operation,
top of machine pulley must al-
ways turn over toward operator.

Knee 1lifter, regularTy furnisned,
is an integrzl part of machine
base and reservoir.

Arm deslgnecd with seat for
mounting light fixsture independ-
ently of presser ber 1ifting
lever hinge screw.

SPEED

Maximum speed 1s 500C revolu-
tions per minute, depencing upon
nature of materizl, adility of
operztor and convtinulty of operz-
tion

It is advisable to run these
machines 5CC revolutions per
minute slower than maximum for the
first 10C hours of operation,
after which they can be driven
at maximum speed.



INSTALLATION

Wnen machines are shipped with
machine base and oill reservoir
volted to machire, remove and
discard bolt and plug bolt-hole in
base with speclal cap screw (see

iz. 1) supplied with machine.

Base fits into table cul-

ous (shown in Fig. 1) and
Tests on four corners withcut
fzstening.

Rasp edges of cut-out, if
necessary, as base must slide
in without driving and musz
be located so that machline
hezd dces not touch table when
it is placed on base.

Use shims on corners, when
necessary, to prevent base Ifrom
rocking. Base should be level
in both directions so that oil
level in reservoir will be
accurately related to marks
stamped in base.

Jee that plunger is IiIn place
inside base as snown in Figz. 1,
vefore putting machine on oase.

Machine head 1s not fastened
but should rest on cork gasket
in base. The machine hinges
must not support the head except
when machine is tilted back.

Knee lifter, except for knee

plate and kneﬂ lifter lever (see
Fiz. 2) is shipped assembled to
tase. After base 1s in position,
locsen clamp screws shown in
Fiz. 2 and slide snaft forward
TCc position shown. Attach Kknee
1ifter lever. Set stop screw

SC thaet there is only & 1littie
plzy of the lifter belore 17
sszrts to 1irt presser bar, then
hold stcop screw and tignten lock

()

CAT. PLUNGER
SCREW

Fig. 1. Installation of Machine
on Base

SCi

g

ig. 2. Installation of Knee
Lifter on Machine Base

nut. Set rear stop dog to zallow
presser bar to be just ralised

to its limit but not encugh to
permit further strzain on knee
lifter nor to 1ift machine from
its base.

CAUTION: Before starting
machine, 1t must be thoroughly
0iled. Observe instructions In
Orerztors Guide, Form 21147,
this machine.



ADJUSTMENT OF OIL WICKS

A11 wicks that lubricate
needle thread take-up should
touch oiling poilnts on take-up

assembly, as shown in Fig. 3.

ADJUSTMENT OF HOOK OIL FLOW
REGULATOR

Sewing hook is automatically
lubricated. Flow of oil 1is
controlled by oil flow regulator

140551,

0il fiow regulator 140551 is
set at factory for automactic
lubrication of hook under
average sewing conditTions.

Turn regulator thumb screw
(see 140551, Fig. 4) clockwise
to increase flow of ©Ll T

hty O
t-. =
9
o

nook as indicated by )
near its arrow on head of
thumd SCrew.

Turn regulator thumb screw
counserclockwise to decrease
£low, as indicated by (—) sign
near its arrow on head of
Thumb screw.

HOOK LUBRICATION TEST AND
ADJUSTMENT :

adjusting screw should be
11y set completely IN and
acked OUT 2-1/2 turns.

0]
®
oot
o m

To determine whether oill 1is
prorerly flowing to the hook - - -

THESE
LOOPS
SHOULD

SCREW

Fig. 4. Ci1 Flow Regulacor
in Hook Sheft Bushing

Remove bed glide.

Run machine for approximately
one minute to establish a uniform
rate of flow. Stop machine.

Hold a piece of white paper under-
neath hook and run machine for
10 seconds without moving paper.

Remove paper and inspect: There
should be a2 distinct line of oil
directly beneath hook bearing,
along with a fine spray on each
side.

If there is nct a trace of oil
or 1f tTnere is an excess Of oLl
on test paper, adjust oll iflow
regulator, as instructed above.

Machine must run at lsast one
minute petween acdjusSTtments TO
insure uniform oil flicw




HOOK LUBRICATION TEST
AND ADJUSTMENT (CONT'D)

(See Fig. 5)

When correction cannot bte made
by turning regulator thumb screw - -

Remove needle, bobbin and bob-
bin case from machine.

Remove bracket screw and posi-
tion finger shown 1n Flg. 5.
Loocsen two hook body screws, and
remcve sewing hoock from driving
shafv.

Lccsen filter screw shown in
Fiz. ¢ and check oil filter wick
compzete 14335C. 0il wick should
be replaced wnenever 1t has be-
come clogged by lint or dirt from
oil.

An excess of oll indicactes that
fil<zr wick may nave kecome
detacned from filter screw or that
filter screw is loose. Repair or
r2place as regulired.

Inspect all oil passages in shaft
and tushing to see that they have

"not teccme clogged with 1lint or
dirt. Just plain dirt can prevent

01l from reaching 1ts objective.

To test oll flow whille hook 1is
removed from machine, hold test
paper under end of hook shaft (with
machine running at full speed) for
1> seconds. O0il streak should then
be about 1/10" wide.

correct flow 1s obtained
E P

e sewing hook and position
, as shown.

O3

k hook timing and adjustments
tructed on pages 8 to 10.

o

st oill flow as 1lnstructed
L. When hook lubrication is
ory, replace all parts

atalog #2270 (16X257)
mmended.
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Fig. 5. Sewing Hook and Position
Finger

The correct size wilill permit thread
to pass freely through needle eye;
avoiding strain and breakage of
thread.

Use the gsmallest possible
needle for thread 1n use.

£ trouble occurs in stitching
inspect needle - - -

A bent needle or a clogged
needle eye and groove may
cause machine to skip
stitches.

Needle incorrectly seated 1in
eedle bar may cause tnread
breakage or skipped stitches.

A hocok or burr on needle roint
will result in undesiraple
cuts 1n material along line
of stitching.

Check needles often to make sure
that these defects are not present.

Orders for needles must specify
PR I . 2

Quantity required, Size number
and Catalog number.

For example - - - -

"100 Size 13, Catalog 2270
(1loX257) Needles.”

For test sewing results, 1wz

use SINGER® neecdles.

@}



THREADING

Thread machlne as instructed
in Operator's Guide, Form 21147.

Use left twlst thread in needle.

Either right twist or left twist
thread may be used in bobbin.

TO AVOID THREAD BREAKAGE

1. Remove sharp edges from thread
contact surfaces of all thread
nandling parts.

2. Check needle and thread.
5. Thread machine correctly.
L, Make certain machine 1s set
for lightest tensions possible,

r
v thout loss of thread control.

N

5. Keep machine clean and well
ciled, at all times.

PRELIMINARY INSPECTION

Before any unnecessary time
and effort i1s spent making major
adjustments or installations,
check following conditions of
machine performance.

1. Sample of work currently
produced on this machine.

2. Needle and thread in use.

W

. Threading.

4=

. Speed of Machine.

. Lubrication condition.

(o)

Before checking and adjusting
a2 machine that has been idle for
some time, check for hardened oill
or grease between moving parts.
Clean machine 1n Varscl or similar
cleaning compound and remcove all
hardened lubricant. Then hand-oil
all moving parts at points of
contact.

After 2 machine has had con-
giderable use, check for worn cuc
parts, loose-fitting shaft,
eccentrics, yokes and links, bent
needle bar, presser bar and needle,

6

NEEDLE BAR
FRAME

-~

Fig. ©.

Positioning the Needle

damaged hcok, throat plave,
presser foot and feed dog. Replace
211 parts showing wear with SINGER"
parts for top performance.

PCSTTIONING N=ZZDLE IN RELATION
TC THROAT PLATE AND rFezD DOG

Remove face plate and sliide
plate.

CHECK:

Needle should not contact sur-
faces of thrcat plate or feed
dog at any time.

SETTING:

Needle bar frame, needle bar
and needle may be positioned
forward or bvackwerd 1in relation
to nea2cle hole 1n feed dog, after
loosening clamg screw shown in
Fiz. €. Securely tignhien this
clamp screw azfter desired setting
is octained



(See Fig. 7)

PREPARATION::

Remove face plate,
and throat plate.

slide plate

See that needle is correctly
set 1n needle bar.

HEIGHT SETTING (without fiming mark):

Wren needle bar 1s at i1ts lowest
poirs (during rotation of macnine
pulley) nesdle stop on needle ba
should oe 1-1/32 inches above tﬂroau
plate seat, as snown in Figz. 7.

To adjust, loosen neecls btar
clzmzing screw ancé ralise or lower
nesc_e car, as reguired Securely
tiznzen clamping sSCrew

Sez neadle bar at correct height,
as Instructed above

Wnen

poinz

cu_;:" Imir

dicz%or pin sh ov7‘ te level wisth
UP2ZZ TIMING MARK on needle bar, as
snown 1n Fig. 7.

Tc acju
set screw
nesc’e ta
oLn, as r
Set screw
HEIGHT SETTING (using timing mark):

Wnen timing indicator gin 1s
correctly set, as instructed above,
and needls par height hes Ddes
subsegquently disturrced, nre dle Tar
may te gquickly restored tToO 1ts cor-
rect height, as foliows - -

Turn machine pulley slowly until
ne=ile par is at 1ts lowes?T going
Loocsgen ns=dle bar clampling scrsw
and raiss or lower nesdls oar, as
reguired, to bring UPPER TIMING MARK
level witn pointer on Timing In-
Gictor pin, a2s shown in riz.7
Securely tignten clamging screw

Replace throast plate and slide
clate.

4CLAMPING
SCREW

NEEDLE BAR
FRAME

NEEDLE
STOR-—-

1HTOAT--
PLATE o

SEAT

Fig. 7.

Setting Needle Bar Helght

When replacing face plate, make
certain that screw holes in face
plate gasket are aligned with re-
spective screw holes in face plate,
avoiding injury to gasket and ccn-
sequent o1l leakage.

Check timing of hook, as instrucce

on page &.

TIMING:
Timing the machine consists of

first adjusting the radial posi-
tion of sewing hook with relation
to movement of needle bar and
dle thread take-up lever so
1ooo of thread formed by
dle will be correctly taken
point of hook at prcrer time
r desired stitch formaticn.
he check spring and feed are

en timed to synchronize thelr
otions with needle and hook
movements.

Timing Instructicns outlined
on pages & through 12 should be
followed in exact order given
for efficient results.



TCO TIME THE SEWING HOOK

PREPARATTON : g B —
Make certain that timing indicator o / ngﬁEBAR
rin is correctly set in neescle bpar S
“rame, as instructed on paze 7. SeT
Remove presser foot, slide L/’ - CREW
plate, throat plate and %gg?gé/ Ti%%ggTOR
feed dog MARK L PIN
Select a needle in good ON
condition and correctly set UPWARD
it in needle bar. STROKE
_z 3
Turn machine pulley over ! - t::EEEng;x — ;]
toward you until needle bar Fig. 8. Checking the Timing

reaches its lowest point and
rises to position where LOWER
TIMING MARK on needle bar 1s
level with point of indiczat
or neecdle bar frame (

r

AT this setting, poir®
sewing hook should be &
cf needle, as shown

] o

TIMING:

Loosen two hook body screws
in hudb of hock shown In Il
Turn hook on its shaft, as
required to bring point of hook
to center of needle.

z. 9.

Make certain that hut of hook
is against oll retaining collar:
then securely tighten two hook
bcdy SCrews.

TC SET CLEARANCE BETWEEN NZEDLE
AND POINT OF HOOK

PREPARATION:

Remove slide plate, throat
plate and bobbin case. Sezat
needle correctly in needle bar.
T<me the sewling hook as in-
structed above.

CHECK:

Point of hook should pass needle
clezrance above eye as ¢c10sely &s
possiple, a5 shown in Fig. 10,
witnout striking or deillecting

~ e

of the Hook

HOOK POINT
AT CENTER
OF

BODY R
SCREWS
Fig. 9. Timing the Hook

CLEARANCE

Filg.

needle. This 1is achieved by
setting a clearance egual to
about the thickness of a piece
of note-paper (about .005 inch),
as shown in Fig. 11, page G.

10. Hock Point Passing the Needle



TC SET CLEARANCE BETWEEN NEEDLE
AND POINT OF HCOK (CONT'D)

Zntire "FLAT" of hook point (not
only the point or hook,) snould
clear needle.

SETTING:

Loccsen gear set screws #1
anc 79 shown in Fig. 12.

Lcosen bushing set screw
shown in Figs. 13 and 1ld.
AJTION:

MAXE CERTAIN THAT THE TWO
BEVZL GEARS ARE KEPT IN Mz=SH
UNTIL GEAR SET 3CREWS #L AND
#2, FIG. 12, ARE SECURELY

RETIGHTENED.

Using a light mallet and a
1/L inch brass drift pin, as
sncwrn in Figs. 13 and 14, move
hcolkk assemply eitner towa”c
cr away from needle, as
reguired Tap very 7l§htlj To
avoid damaging hook assemcly

Securely tighten bushing setl
screw shown in Figs. 15 and 1.

Remove all end
hcok shaft by movin
assemply firmly against £ro
hock shaft bubn:“g and, aft the
same time, moving hcok shaflg

vevel gear (see Fig. 12) toward
Tae ncoxk on the shart. Then
securely tighten screw #1,

Fiz. 12:; %then screw #2.

Check thnread clearance between
position fingsr arcd bobbin case

—a Tl

\O

‘(/NOTE—ijER

FLAT OF '
HOOK POINT|

. o —————— . ————  —————

Fig. 11. Flat of Hook Point

Clearing the Needle
GLAR

SE SCREws-m'

HOOK SHAFT
42 BgyEL GEAR

//KEEP GEARS
IN MESH_

ig. 12. Preparation for
ing: Locsening Bevel Gear

\Y
NOT DAMAGE
~

RY
/ LIGHFLY

—_— J

Fig. 13. Moving Sewing Hook
Assemply Tcward the Needle

—

‘ BUSHING SET

DO NOT ‘ SCR
HIT BRIDGE] LS
14
e

\

TAP VERY 1 [y '.
LIGHTLY ——nt(%" BRASS DRIFT BIN

Fig. 14. Moving Sewing Hook
Assemply Away From Needle



T0 SET CLEARANCE FOR BOBBIN CASE
HOLDER POSITION FINGER
(See Fig. 15)

BOBBIN
CASE
HOLDER

POSITION

Clearance between position FINGER

1 .018"
fincer and bobbin case hcolder :3

TO
should be Jjust sufficient to .022"
allow thickness of thread to CLEARANCE

pass through easily. Normally
an .018 inch to .022 inch clearance
is reguired.

BRend position finger carefully
to achieve setting.

S

!
b)

o’l0a

=
B E LA

5. Bobbin Case Holder
Positvion Finger
FUNCTION OF BOBBIN CASE HOLDER

NEEDLE GUARD

The needle guard on the bobbin
case holder (see Fig. 17), should
prevent needle from contacting
hook or bobbin &t any time.

HOOK
POINT

/ NEEDLE GUARD

I needle tends to move side-
wise toward hook pcint during the
crucial loop-taking period, needle
guard should deflect needle towarc
le?t (away from the hook as shown
in Fig. 16) sufficiently to pre-
vent damage.

HOLDER |

g. 16. Correct Relationship
When all settings are correct Needle-Guard to Hook Point

it is usually not necessary for at Loop-taking Time
needle guard to deflect needle
at loop-taking time.

When large needles (Size 20 or BégE o Guﬁg%E
larger) are used, needle guard SLOT~-
may deflect needle too far toward

left a2t the bottom of needle stroke
and cause breakage of needle on
bobbin case holder at base of posi-
tion finger slot (see Fig. 17).

Fig. 17. Needle Guard on
Bobbin Case Holder

10



FUNCTION OF BOBBIN CASE HOLDER

NZEDLE GUARD (CONT'D)

Trniszs condition can be avoided by
sringing'' needle guard as in-
structed next, until needle 1is
deflected only slightly at the low-
est roint in its stroke. Before
this, check and adjust

e in sequence described on

8 through 10.

"

TC STRING THE NEEDLE GUARD

n it becomes necessary to

g the needle guard to pro-
vide more clearance for needle,
remcve bobbin case holder from

hoolk.

Remove a slight amount of

metal frcm needle guard on bcb-
bin case holder, by using a 1/8
inch strip of very fine emery
clcth (about #320), holding one
end of the emery cloth in a clamg
and rubbing edge of needle guard
along strip, as shown in Fig. 18.

Exsreme care must be taken
rnct to remove too much metal
as Snis will allow hook point
To rup needle, as shown 1n
Fig. 19, or 1t may permit needle
=5 strike nhook; damaging needle,
nocx or btovbin case holder.
Broksn or damaged parts should
ve r=placed ty parts in gocd
cordition

C;ean bobtin case holder thor-
cugnly, tefore replacing 1t in
nccock.

Replace bobbin case, throat plate
wnd slide plate.

Fig. 18. Stringing the Needle

Guard

HOOK
POINT

NEEDLE GUARD

Fig. 19. Needle Contacting Heook
Point and Bobbin (Too Much
Metal Removed from Guard)



TO SET CHECK SPRING

HEIGHT SETTING (See Fig. 20):

Thread the machine.

Turn machine pulley over toward
operator slowly. When take-up
lever begins to rise, check-spring
makes a slight dip and returns to
its higher position. Later, as
take-up lever approaches top of
stroke, setting the stitch, check-

spring should be drawn all tne
way down. As lever descends,
check-soring return to rest.

Loosen set screw shown in Fi
Turn stud (at the same time Tu

1tire tension assembly) either
ver toward left to lower chec
ring and decrease its movement,
over toward right tc raise check-

g and increase 1ts movement.
ely tighten set screw.

3
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presser oot 1s a2

must
nt
o

-b) ot

@ Y
R (0]

1

L
C n
- o o
el ere
lied =

o o

L

TENSION SETTING (See Fig. 21):

Thread the machine. Securel
fighten set screw shown in Fig. 21.
Mazke certain thumb nuts are on stud
as shown.

Tension on check-spring, should
be sufficient To ensure action
at top speed; butv still light
enough to permit itself to be
drawn all the way down (as take-u
lever approaches height of stroke
before any thread 1s drawn through
the tension discs.

Using 2 large screwdriver in slot

of stud, turn stud either over to-
ward left to decreazse tension or
over to right to increzse it, as
shown.

Fig. 2C. Setting Heizht of
Check-Spring

TIGHTEN
2 SET SCREW

THUMB
NUTS

Fig. 21. Adjustin
Check-38

TENSION VARIATIONS:

The required tension on check-
spring may vary, depending upon
the tnrezd and material used.
Hezvier thread and bulkier
material require more tension to
ensure correct thread control.



FEED ECCENTRIC STOP SCREW

The feed dog is prevented from
making longer stitches than a
predefermined maximum by the
stop screw shownin Fig. 22 in
the f=2ed eccentric.

The followlng stop screws }
are zvallable for this
machline - - - j

#247151, 1C stitches per
‘rcn. Regular for

{
—

5 1/9 gtitches

order.

TC PEEVENT UNAUTHORIZED PERSONS
ZCM CHANGING STITCH LENGTH

The stitch regulator plunger
(see Fig. 23) can be removed tTO
prevent unauthorized persons
from changing stitch length.

To remove plunger, first remove
four cover screws and top cover.
Then remove stop ring near tip of
the plunger, allowing plunger to
be withdrawn. Hole in the top
cover should be fillled by insert-

ing plug screw 140607, available
on order. Replace ToOp cover.

éh, available upon Fig.

/
FEED ECCENTRIC

22°. Feed Eccentric Stop Screw

PLUG SCREW 140607

PLUNGER

SPRING

C) STOP

RRING

. 23. Stitch Regulator Plunger



TO SET THE FEED DOG
AT THE CORRECT HEIGHT

Before checking the height of
the feed dog, set the machine
2t maximum stitch length.

The feed bar hinge pin shown
in Fig. 24, should be adjusted
so that all the teeth of the
feed dog will rise eguelly high
above the throat plate, as
shown in Fig. 25.

Feed dog should rise aprroxi-
mately 3/64 inch above the top
surface Of the throat plate for
2l types of materlaW except
"wash and wear'. For "wash

" materizl,set feed dog
to 1/32 inch ebove the
plate.

nd

{D

wear

bar hinge pin 1s an
wtric. Its high side
ated by the flat on the

ted end, shown in Fig. 24.

is

vt 1s desired to ac
bar (see Fig. )
feed dog will s
ove throat plate, loo
hex-head screws shown 1
and using a screwdrive
turn the eccentric
until the flat
2s shown in Fi
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the feed cdog
=179 the

LUl o

the Pla

adjusc
nch rise,
so that

To raise or lower the rear end
of the feed dog turn the eccentric
hinge pin out of position either
clcckwise or counterclockwise as

reguired

If the desired height cannot be
obtained as stated above, loosen
the clamp screw on crank shown at
top ¢of Fig. 20 and rzise or lower
feed dog, as required. Securely
tighten clamp screw on crank and
level feed dog by means of feed
bzr hinge pin, as described above.
Securely Tighten the two hex-head
screws on feed bar.

i

AND

TALS

g/

APPROXIMATE
1/32" FOR
WASH
M

ATER
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WoAR

EC

3/64"
RISE
ﬁ

CENTRIC
SET FOR™

)\ L

e
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295,

24 . Feed Bar
(Eccentric)

FEED DOG
PARALLEL TO THROAT PLATE

FELD DOC-

TEETH

R N

Feed Dog at

Height

ariztions c¢f

Justmenu

Hinge Pin

S THROAT

Correct

maey sometimes be necessary to

balance the height with the
presser oot pressure.
CAUTION: After aths ing alwa
make cerftalin that feed dog doe
not strike the th“oac plate.
instructions "TO CENTRALIZE FE

DOG"

next.

P

feed dog height

DRORIRS
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TC CENTRALIZE FEED DCG
IN THROAT PLATE 3LOTS
(See Fig. 27)

Feed dog should not contact
edges of throat plate slots.

SIDEWISE SETTING:

can te moved toward
ight, as required

0
O
o)

b4 D
cf 4 bxf

ty D ot D
'3

r carrier and one
rew on crank

g
i
sening twc clamp Screws
2
e

CINONR I o
=3

o
wlo =3

5
| (D

d dog should travel midway
en sides of throat plate

Make certain feed dog height

adjustment is correct as instructed

cn page 14.

Securely tighten all threse clamp

s¢crews, locsened earlier.

CLAMP
CRANK /SCREW

ROCK SHAFT HEX-HEAD
CLAMP FEED SCREW
SCREW BAR LAMP

CARRTER SCREW

Filg. 27. Centralizing the Feed Dog
in Throat Plate Slots

LENGTHWISE SETTING:

Set machine for longest stitch.

Feed dog should be set so that
1ts movement 1is equidistant from
front and rear edges of throat
plate slots.

Locsen hex-head screw shown in

Fig. 27 and move feed bar carrier
and rock shaft as required.

Securely tighten hex-head screw.

Check position of needle in re-
lation to needle slot in feed dog and

re-3et 1f necesszary, as 1nstructed on
page 6.
PSR .

Check linkage for freedom of
movement. Feed must move smccithl
to obtain maximum efficlency.

r
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" TC SET THE PRESSER BAR
AT THE CORRECT HEIGHT

; LIFTING LEVER =
PREPARATION: LINK STUD \ ——— s

Remove slide plate. 1/6L" !f\ ¥i\\

Face plate need not be removed TO“-1/32”\ 2 CUIDE
for this adjustment. It is removed CLEARANCE ! BRACKET
in Figs. 25 and 29 to show rela- #2 Y 185 iy
tionship of parts. 'y it .‘SLACK
—— CLEARANCE %:5%= = THREAD

£ pest 7 VAL REGULATOR
1. When presser foot rests #1 Vo
firmly upon throat plate (with - _ -
feed dog below throat plate) LIFTINGA =& CLAMPING SCRE=W
there should still be some BRACKET
clearance between gulide bracket L moor
and lifting bracket, as shown e RESTING
at #1 in Fig. 23. | FTRMLY
2. AT the same time, when pres- <la ggggam
gser foot rests firmly upon throat T P:A%f
clate, clearance between 1ifting -y ¥l .
lever 1link stud and lower surizace T
of recess (provided for is, in (
machine casting) shculd be 1/84 Fig. 22. Checking Heigh:t of
inch to 1/32 inch, as shown at #2 Presser Bar
in Flg. 2c.
2. When presser foot 1s at its
highest point and needle bar Is
at 1ts lowest, top of presser
foot should clear lower end of
needle bar, as shown at #3 in
Fig. 29.
SETTING:

Remove large plug from fzace
olate with screwdriver znd loosen
clamping screw shown in Fig. 28.

Raise or lower guide brackst, as
required.

- Meks certain that needle
13 centered between TOES Of presser

foot and then securely tignten AT
clamping screw. HIGHEST

POINT CLEARANCE

#3

Fig. 29. Clearance betwsen
er Foot and Needle BRar

CAUTION:

When gulde bracket has been
moved on presser bar, lnspect the
check-spring for correct setting, deflection of check-spring

is
as Instructed on page 1Z2. dependent upon slack thread regu-
lator position, tThis low settiing
When presser bar and components will permit machine to sew eff:i-
re set correctly, slack thread clently at desired "LOW check-
regulator will be positioned as spring setting”.

low as possible. Since maximum



PRESSURE ADJUSTMENT OF
PRESSER BAR

The followlng method of
pressure regulation may be
preferred by mechanlcs rather
than the instructions in
Operator's Guide - - -

Loosen lock nut, shown in
. 30.

Fig

Turn thumb screw upward
until presser foot applies no
presgure at all.

Run the machine and, at the
same time, very gradually in-
crease the pressure by turning
the thumb screw downward.
Pregser foot will vibrate very
rapidly at first, gradually
decreasing i1ts vibration as
pressure 1s Increased.

when presser foot stops vibratv-
ing, STOP increasing pressure.
Cnly increase pressure again to
2

D

b

‘mprove feeding. Use as llttle
ressure as possible, consistent
with proper feeding.

wWnen bottom ply of material
comes out longer than tep ply,
increase pressure slightly To
bring out the two plies uniformly

—

Pressure

\

2

AdJustment

/



